07/12/2006 06:25 FAX 7033082840 USPTO PATENTS EBC 01004 

37/11/2006 21:13 7138740591 BOHN PA q E 04 



Smith, Clifford L. 10/798,768 

In The Claims 

This listing of claims replaces all prior versions and listing of claims in the n rplication. 

1 . (Currently amended) A composite tool coating method for a tool service area I w ng a tool 
service area thickness and tool serviceability requirements, said method compriii ng: 

preparing said tool service area for coating, said tool service area having a beg i ruing said tool 
service area thickness; 

electroplating at least one layer of plate coating material to said prepared to< l ncrvicc area, 
said at least one layer of plate coating material having a plate coating thickness, sat ;l plate coating 
material is conlaimng -nickcl, a plated service area thickness equaling said beginning ti J service area 
thickness plus said plate coating thickness; and 

spraying at least one layer of spray coating material to said at least one layer < I plate coating 
material, said at least one layer of spray coating material bavjjtg a spray coating thick i a sprayed 
service area thickness equaling said plated service area thickness plus said spray coal: i\r thickness. 

2. (Original) The method of claim 1 wherein said preparing step further comprisiiij : 

cleaning said tool service area. 

3. (Original) The method of claim 1 vvJUereiu said preparing step further comprisii j ; 

abrading said tool service area to remove inconsistencies and reduce said too service area 
thickness to said beginning tool service area thickness as needed. 
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4. (Previously presented) The method of claim 1 wherein said electroplating step I nther 
comprising: 

at least one transitional finishing step to remove inconsistencies in said at 1c* t ane layer of 
plate coating material. 

5. (Original) The method of claim 4 wherein said transitional finishing step forth* :i comprising: 

abrading said at least one layer of plate coating material to remove inconsisUai.; mid reduce 
said plate ooating thickness to achieve a dasired said plated service area thickness. 

6. (Original) The method of claim 4 wherein said transitional finishing step forth* x comprising: 

baking said at least one layer erf plate coating material. 

7- (Previously presented) The method of claim 1 wherein said electroplating step j;i rlher 
comprising: 

at least one subsequent plating step to increase said plate coating thickness ani f a: hieve plate 
layer requirements. 

S. (Previously presented) The method of claim 1 wherein said electroplating step i u ilier 
comprising: 

at least one ftnmiticiiutl evaluating step tn inspect Raid tool service area and sak tix)l service 
area thickness for compliance with plate layer requirements. 
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9. (Original) The method of claim 1 wherein staid spraying step fiuther comprisinj i 

at least one transitional finishing step to remove inconsistencies in said at let ; one layer of 
spray coating material, 

10. (Original) The method of claim 9 wherein said transitional finishing step forth* t comprising: 

abrading said at least one layer of spray coating material to remove incocff BJsncies and 
reduce said spray coating thickness to achieve a desired said sprayed service area ih f. fcoess. 

11. (Original) The method of claim 1 wherein said spraying step further comprising 

at least one subsequent spraying step to increase said spray coating thicknem and achieve 
spray layer requirements, 

12. (Original) The method of claim 1 wherein said spraying step further comprising: 

at least one transitional evaluating step to inspect said tool service area and sa i. i lool service 
area thickness for compliance with spray layer requirements. 

13. (Original) The method of claim 1 further comprising: 

a final finishing step after said spraying step to achieve said tool serviceabilitj 1 2c(uirement3. 

14. (Original) The method of claim 13 wherein said final finishing step further cone ( rising: 

cleaning said composite tool coating to remove foreign substances and mate:: its. 
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15. (Original) The method of claim 13 wherein said final finishing step further con msing: 

polishing said composite tool coating to remove slight inconsistencies. 

1 6. (Original) The method of claim 1 3 wherein said final finishing step further cotn rtising: 

evaluating said composite tool coating, said tool service area and said to;i sctvice area 
thickness for compliance with said tool serviceability requirements. 

Claims 17 25 (Can cell ed). 
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